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(JP S43-14120) 

Referring to Figs. 1 through 3, one piece of continuous circular 
metal tube "a" is appropriately turned without any restriction in its 
transverse direction, and a press roller is pressed against a certain 
point on an outer surface 3 of said tube orthogonally thereto in its 
radius direction so as to form a pair of curved end plates vx b" and "b" 
in both sides of said rollers . Herein, as said press roller is employed 
a set of rollers with different arcuate surfaces having radius of 
curvatures reducing step-by-step, which consists of, for example as 
shown in Figs. 2 (a) -(c), a first roller cl with an arcuate surface of 
large radius of curvature (rl) , a second roller c2 with an arcuate surface 
of reduced radius of curvature (r2) , and a third roller c3 with an arcuate 
surface of further reduced radius of curvature (r3) , and in this case, 
the arcuate surface of radius of curvature r3 of the final roller c3 
corresponds to a final finishing arcuate surface of radius of curvature 
for the tube. With this configuration, a rapid increase in pressure 
during plastic forming by press processing is prevented from being 
applied to tube walls 4 and 4 in a portion to be processed to thereby 
effectively suppress a generation of extreme distortion stress , wherein 
a pair of said sets of rollers, each comprising rollers cl, c2 and c3 
which are configured such that as to a curved shape of a press-contact 
portion of the press rollers, the radius of the arcuate surface of the 
roller is reduced step-by-step from one roller to subsequent roller 
(rl, r2, r3), and a diameter of the roller is increased step-by-step 
from one roller to subsequent roller (dl, d2, d3) as shown in Figs. 
3 (a) -(c) and Fig. 2, are pressed onto and advanced into a raw material 
of the continuous circular tube "a" from opposite sides thereof so as 
to be symmetric with respect to a diameter line X-X of the tube and 
parallel with each other. 
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